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1
BARRIER COATINGS FOR POLYMERIC
SUBSTRATES

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application claims priority from and the benefit of
U.S. Nonprovisional application Ser. No. 13/013,499,
entitled BARRIER COATINGS FOR POLYMERIC SUB-
STRATES, filed Feb. 28, 2007.

TECHNICAL FIELD

The embodiments described herein generally relate to bar-
rier coatings for polymeric substrates and more especially to
such coatings that are relatively impervious to water absorp-
tion and that have abrasion resistance.

BACKGROUND

Plastics are finding increasing use in manufactured goods.
For example certain automobiles have plastic body panels,
aircraft have plastic interior paneling and even exterior skin
panels may be made of plastic composites. While plastics
offer several excellent properties such as light weight, form-
ability, and low cost, plastics also have significant short com-
ings. In general, plastic surfaces are not as hard or abrasion
resistant as steel surfaces, for example. Further, while some
plastics may be transparent, glass which is much heavier and
more expensive remains the material of choice in certain
critical applications such as safety glass in automobiles and in
passenger aircraft windshields.

The primary cockpit windshields in commercial airplanes
are typically made of multi-pane laminated glass. Glass is
used because of its strength, scratch and wiper-blade abrasion
resistance, and chemical and environmental resistance. These
properties insure that good vision is maintained through criti-
cal cockpit windshields, especially where wipers are used for
rain removal. Glass has limitations, however, in terms of
formability and is not always the lightest and/or least expen-
sive material for windshield construction. Cockpit wind-
shield shapes have remained virtually the same during the last
several decades because of limitations in glass formability.
Switching to polymeric materials, such as stretched acrylic or
polycarbonate, could lead to lighter, less expensive wind-
shields and permit greater flexibility in terms of windshield
shape. Reshaping of cockpit windshields would lead to
improved airplane cab aerodynamics with associated aero-
drag reduction and hence improved airplane fuel efficiency.
Improved cockpit aerodynamics would also lead to reduced
exterior noise generation and hence might lower internal
cabin noise levels. Reduced noise levels may make airplane
travel more comfortable to the flight crew and passengers.

Aircraft passenger windows, on the other hand, unlike
passenger aircraft windshields, are typically made of
stretched acrylic (i.e. acrylic substrate) due to its light weight,
flexibility and formability. However, acrylic is susceptible to
particle (e.g. sand) and water induced erosion and crazing.
Moreover, during flight, aircraft windows are subjected to
differential pressures caused by the difference in pressure
between the inside and the outside of the aircraft. This differ-
ential pressure causes the windows to flex and the flexing may
cause the windows or any coatings on the windows to crack
over a period of time. To avoid the fine cracks allowing the
potential for chemicals to attack the acrylic substrate and/or
allowing the coating to delaminate from the acrylic substrate,
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the windows are replaced in routine maintenance. This poses
an additional expense and reduces the potential in-service
time of the aircraft.

It might be expected that if polymeric laminates were used
as windshields, then water absorption into such a windshield
and corrosive effects of chemicals could lead to crazing when
stress is applied to the windshield, as may be encountered in
flight. Crazing or other mechanical damage, such as
scratches, can have a deleterious effect on operator vision
through the windshield. In addition, scratched windshield
would have to be replaced routinely thereby imposing addi-
tional repair costs and reducing aircraft in-service time.

Polysiloxane coatings have been used to protect polymeric
substrate surfaces from chemical attack, abrasion and wear.
Polysiloxane hard coatings, applied using organosiloxane
compounds, protect polymeric substrates such as polycar-
bonate or acrylic from damage caused by abrasion and/or
environmental exposure. These solvent-based coatings, typi-
cally a few microns thick, arc applied through a dip or flow
coat or spray process and then dried through a low tempera-
ture (150° F.=65.5° C.) bake. As passenger aircraft wind-
shields are stressed under airplane pressurization these pol-
ysiloxane coatings arc tailored to provide good elongation
properties, however, this limits their abrasion resistance.
While currently available coatings, when applied to passen-
ger aircraft windshields, exhibit good optical characteristics,
their scratch resistance and durability are limited based on
field results. They are either prone to cracking or they provide
minimal abrasion protection. Both cracking and/or abrasion
can lead to dc-bonding of the polysiloxane coating due to
environmental exposure and result in scratches and crazing of
the base acrylic windshield substrate.

Accordingly, it is desirable to develop barrier coatings to
protect polymeric substrates like passenger aircraft flight
deck windshields against abrasion, chemical attack, and craz-
ing. In addition, in the case of passenger aircraft windshields,
the coatings should be reliable and have some means to warn
the flight or maintenance crews when they are no longer
effective. Further, in aircraft windshields, the coatings should
exhibit good adhesion to the polymeric substrate, excellent
wear resistance, minimal ultraviolet light-induced degrada-
tion, good elongation/flexibility, and resistance to crazing
when exposed to sulfuric acid and a host of chemicals used in
aircraft cleaning and maintenance, in addition it should have
an indicator that shows the coating condition. Furthermore,
other desirable features and characteristics of the barrier coat-
ings will become apparent from the subsequent detailed
description and the appended claims, taken in conjunction
with the accompanying drawings and the foregoing technical
field and background.

BRIEF SUMMARY

An exemplary embodiment provides coated polymeric
substrates that have a polymeric substrate body with a coated
surface. The surface coating includes more than one pair of
coating layers. Each pair of coating layers includes a first
applied coating layer and a second applied coating layer. In
addition, an indicator, applied on top of or between coating
layers, provides indicia of wear of the coating.

In another example, an embodiment of the surface coating,
after exposure to chemicals selected from de-icing fluid, jet
fuel, methyl ethyl ketone, solvent cleaner, alkaline cleaner,
hydraulic fluid and detergent, and testing in accordance with
Taber Wear Test ASTM D-1044-99 for 100 cycles, exhibits a
change in haze of not more than about 1%.
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In a further example, an embodiment of a method of testing
apolymeric passenger aircraft windshield includes the step of
examining the aircraft windshield. The windshield has a coat-
ing on an external surface and the coating includes more than
one pair of coating layers. Each pair of coating layers includes
a first applied coating layer and a second applied coating
layer. The coating also includes an indicator, applied on top of
or between coating layers that provides indicia of wear of the
coating. The method further includes the step of determining,
based on the indicator, whether the windshield requires main-
tenance, replacement or repait.

BRIEF DESCRIPTION OF THE DRAWINGS

Various embodiments will hereinafter be described in con-
junction with the following drawing figures, wherein like
numerals denote like elements, and

FIG. 1 is a schematic cross-sectional view, not to scale, of
a portion of an exemplary embodiment of a barrier-coated
polymeric substrate;

FIG. 2 is a process flow diagram of an exemplary process
for producing barrier-coated polymeric substrates;

FIG. 3 is a graphical representation of comparative percent
change in haze based on a Sand Erosion Test, detailed in the
Examples;

FIG. 4 is a graphical representation of comparative cycles
to failure based on a Taber Wear Test, detailed in the
Examples;

FIG. 5 is a graphical representation of comparative cycles
for percent change in haze based on a Wiper Test, detailed in
the Examples;

FIG. 6 is a schematic representation of apparatus used to
test flexing in the Examples;

FIG. 7 is a graphic representation of load application to
samples used to test flexing, as detailed in the Examples;

FIG. 8 is a graphical representation of comparative percent
change in adhesion index based on a Dry Adhesion Test,
detailed in the Examples; and

FIG. 9 is a graphical representation of comparative percent
change in adhesion index based on a Wet Adhesion Test,
detailed in the Examples.

DETAILED DESCRIPTION

The following detailed description is merely exemplary in
nature and is not intended to limit the described embodiments
or the application and uses of the described embodiments.
Furthermore, there is no intention to be bound by any
expressed or implied theory presented in the preceding tech-
nical field, background, brief summary or the following.

FIG. 1 illustrates an example of an embodiment of a bar-
rier-coated polymeric substrate 100 that includes a polymeric
substrate 110. In this particular embodiment, the polymeric
substrate 110 includes a stretched acrylic windshield portion,
and is therefore optically transparent in the wavelengths of
human vision. A transparent multi-layer barrier coating ISO
is applied on the surface 112 of the polymeric substrate 110.
The transparent barrier coating 150 in this instance includes
two transparent coating components: an underlying multi-
layered coating 120 and a top indicator coating 130. The top
indicator coating presents an outer coating surface 132 to the
surrounding environment. Top indicator coating 130 may be
selected for specific measurable physical properties of the
outer coating surface 132. For example, in one exemplary
embodiment the outer coating surface 132 may be hydropho-
bic so that a water droplet 140 on the surface 132 has a contact
angle a of about 60°, or greater, as illustrated. The multi-
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layered coating component 120 includes multiple stacked
pairs of layers (pairs of layers not shown) that are each formed
and chemically bonded to each other to form the unitary
multi-layered coating 120. Each pair of the multiple stacked
pairs of layers includes a first layer and a second layer, as
described in more detail below. The lowermost, or first
formed, of the stacked pairs of layers adheres tightly to the
outer surface 112 of the polymeric substrate 110.

As explained in more detail here below, examples of
embodiments of barrier coatings may have any one or more of
the following characteristics: good adhesion to a polymeric
substrate, excellent wear resistance as measured in applicable
tests, no significant UV-induced degradation dueto added UV
inhibitors or otherwise, and good elongation under strain. In
aircraft or other windshield applications, the barrier coatings
should be optically transparent and have resistance to crazing
when exposed to chemicals commonly used in the processes
of cleaning and maintaining the vehicle, and conditions ordi-
narily expected to be encountered during operations. These
include, for example, deicing fluid, jet fuel, methyl ethyl
ketone, solvent cleaner, alkaline cleaner, hydraulic fluid and
detergent, among others. In addition, exemplary embodi-
ments may include an indicator useful for determining barrier
coating condition.

Barrier-coated polymeric substrates, whether transparent
or not, may be useful in a wide range of industries and appli-
cations, for example, passenger aircraft flight deck wind-
shields, automotive windshields and other “plastic” automo-
bile components such as body panels, as well as other durable
consumer goods such as LCD or plasma TV screens, archi-
tectural or marine windows, and even medical devices such as
heart valve seats. In many instances, barrier-coated transpar-
ent polymeric substrates such as stretched acrylic or polycar-
bonate may be used as a substitute for glass. Such substitution
may result not only in weight savings and reduced fragility,
but may also result in better performance depending upon
conditions of use. As detailed here below, examples of
embodiments of barrier-coated polymeric substrates outper-
form glass in several physical tests.

In general plasma-based hard coatings exhibit low (about
1.0%) strain to failure while softer polysiloxane coatings
exhibit strain of over 2%. Thus, while the plasma-based hard
coatings provide durability, by themselves they lack the flex-
ibility required for application to aircraft windows. Our prior
application, “Durable Transparent Coatings for Aircraft Pas-
senger Windows,” U.S. Ser. No. 11/289,920 filed Nov. 30,
2005 is hereby fully incorporated by reference, to the extent
relevant about coatings formed with a pair of coating layers.
However, it has now been found that barrier coatings of
acceptable hardness and ductility are achieved for aircraft
windshield applications by stacking multiple pairs of hard
and soft coating layers.

Exemplary embodiments of barrier coatings include more
than one pair of layers. A first layer of the pair may include a
coupling agent that adheres strongly to a polymeric substrate
while also having functional moieties capable of bonding
chemically with a second layer which will be formed over the
first layer. The coupling agent may include polysiloxane,
hybrid polymers of alkoxysilanes, and the like. Polysiloxanes
are common organo-silicon polymers and the silane Si(Me),
is a key functional group in the synthesis of these polysilox-
anes. In general, coating thickness depends on a variety of
factors including, for example, the application process and
the nature of the coating layer chemical composition. In
exemplary embodiments, the thickness of the first applied
coating layer may range from about 4 to about 5 micrometers,
although thinner or thicker coatings are also useful.
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A second layer of the coating may include a hard layer.
Such a hard layer may be deposited by plasma techniques,
such as ion beam-assisted plasma vapor deposition or plasma-
enhanced chemical vapor deposition. Ion bombardment
effects during deposition of silicon-based transparent coat-
ings have been shown to improve the hardness and durability
of the coatings. The second plasma-deposited coating layer
bonds to the first coating layer chemically and provides a hard
outer surface. Examples of hard, plasma-formed layers that
may beused as the second layer include, but are not limited to,
DIAMONDSHIELD™ (obtainable from Morgan Advanced
Ceramics of Allentown, Pa.); transparent DYLAN™ coatings
(Bekaert Advanced Coating Technologies Amherst, N.Y.);
and the like, in some embodiments, the second layer may
include silica, alumina, zirconia, ceria and like hard oxides. In
exemplary embodiments, the second coating may be of the
formulae: Si0,C,, where x ranges from 1.0 to 1.2 and y
ranges from 1.0 to 0.8.

A combination of the first (softer) and second (harder)
layer as a pair of coating layers is better able to resist flexing
and strain than the hard layer by itself while the hard layer
protects the softer from abrasion. In addition, stacked mul-
tiple pairs of layers provides significant performance
improvement over a single pair of layers. Accordingly, exem-
plary embodiments include multiple pairs of coating layers
stacked onto a first pair. The first pair has a first layer tightly
adhered to the polymeric substrate surface.

In addition, exemplary embodiments may include an indi-
cator layer applied to the uppermost (second) layer of the final
pair of coating layers, or between coating layers, as may be
required. For example the indicator layer may be formed
between the final pair of coating layers so that it is protected
by the outermost plasma-deposited hard coating layer. This
indicator layer may be of a type that is readily tested for
coating condition, such as physical wear from abrasion or
chemical attack. If this indicator layer shows signs of wear
that signal potential exposure of coating layers to the envi-
ronment, then appropriate remedial action may be taken. In
one embodiment, the indicator layer includes a hydrophobic
layer and the degree of hydrophobicity of areas of this indi-
cator layer may be measured to deduce the extent of wear-
through of the barrier coating, if any, or any imminent risk of
exposure of the underlying polymeric substrate to harsh envi-
ronments or chemicals that might cause damage. In another
embodiment, a metallic coating may be used. The electrical
properties of this metallic layer may be correlated to coating
condition. Testing any of these properties, such as resistance
or conductivity, may then be used to determine barrier coating
condition and whether remedial action is required.

An example of a method of making barrier-coated polymer
substrates 200 is shown in FIG. 2. Of course other method
embodiments may have fewer or more steps. In FIG. 2, for
example, a transparent stretched acrylic aircraft windshield
may be selected as a polymer substrate in process 210. The
stretched acrylic aircraft windshield may then be subjected to
surface preparation in process 220. Surface preparation may
include any suitable surface treatment based on the nature of
the substrate and the surface condition. In general, for a
stretched acrylic aircraft windshield, detergent and solvent
cleaning as well as surface treatment with oxygen plasma
may be used. After surface preparation in process 220, the
cleaned, stretched acrylic windshields may be coated with a
silane, such as a polysiloxane-based transparent coating com-
position, in process 230, to produce a first coating layer on the
windshield. When the silane coating layer has hardened, the
silane coated surface may be treated in process 240 to remove
contaminants, such as hydrocarbons and other undesirable
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materials. Process 240 may include any suitable surface
cleaning process, such as ultrasonic cleaning in solvents, or
cleaning with aqueous detergents and/or other chemicals to
prepare the surface for plasma deposition.

A second coating layer may be applied in process 250 using
ion beam-assisted plasma techniques, for example, such as
the plasma process used to manufacture Diamondshield™
that uses silicon-containing precursors, such as hexamethyl
disiloxane and oxygen. The plasma deposition conditions,
such as gas flow, deposition pressure, plasma power etc., are
optimized to produce hard, transparent coatings. When
desired vacuum conditions are obtained, the substrates may
first be sputter cleaned using inert ions and or oxygen ions.
This may then be followed by plasma deposition of the hard
coat. In decision process 260, a check is conducted to see
whether the desired number of multiples of pairs of coating
layers has been achieved or not. If additional pairs of coatings
are needed, the method returns to process step 220, as shown,
and repeats processes 220 to 260 until the desired multiples of
coating pairs have been applied. Then an indicator may be
applied in process 270.

In another example of an embodiment of a process for
producing multiple layered barrier coatings, electron beam
deposition techniques may be varied to deposit pairs of coat-
ing layers that each has a hard and a softer layer. In this
scheme, direct electron beam deposition produces a first,
softer coating layer and ion assisted deposition creates a
second, harder coating layer. Alternating between direct elec-
tron beam deposition and ion assisted processes creates a
sequence of hard and softer coating layers. Layer thicknesses
may be in the nanometer size range. Thus, a single layer may
be from about 3 to about 10 nanometers thick so that nano-
structure-induced (for example, Hall-Petch effect) mechani-
cal strength enhancement effects may be obtained. According
to the Hall-Petch relationship, mechanical strength increases
as the grain size of the material decreases. This relationship
holds until the grain size is the same as the equilibrium dis-
tance between dislocations in the grain structure.

In another example of an embodiment of a process for
producing multiple layered barrier coatings, alternating
softer and hard transparent silicon dioxide coating layers may
be formed using Plasma Enhanced Chemical Vapor Deposi-
tion (PECVD) in conjunction with Electron Cyclotron Reso-
nance (ECR) sources. The use of high density oxygen plasma
generated with the in-situ ECR source reduces oxide layer
growth temperature to the range from about 50° C. to about
80° C. and hence makes this technique more suitable for
polymeric substrates such as acrylic and polycarbonate. The
mechanical characteristics (modulus, hardness) of the depos-
ited oxide film can be changed by varying substrate bias
voltage. Accordingly, this technique may be useful to deposit
alternating hard and soft coating layers in pairs to yield a
multi-layer barrier-coated substrate.

In exemplary embodiments of a barrier-coated aircraft
windshield, an indicator layer, such as a hydrophobic coating,
is applied on top of the multi-layer barrier coating. In ordinary
use, as the coated windshield is exposed to the elements and
to chemicals used in aircraft cleaning and maintenance, the
hydrophobic coating, which is the outermost coating, may be
expected to wear out first. The wearing of this hydrophobic
layer and concomitant loss of hydrophobicity at the surface
indicate that the underling multi-layered coating is exposed.
At that point, new hydrophobic coating can be applied. This
will preserve the underlying multi-layer and maintain visibil-
ity characteristics of the aircraft windshield.

In another embodiment, the barrier coating may include an
indicator layer that includes a metallic film sputtered onto the
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top of the multilayered coating or deposited between pairs of
coating layers to provide a conductive surface. A change in
electrical conductivity or other measure of electrical proper-
ties of this conductive surface would indicate a level of wear
in the multilayer coat and this may be correlated with degra-
dation of its capability to protect the substrate polymeric
material. At that point, remedial action may be taken. If the
metallic indicator coating is sputtered onto the multi-layer
coating outer surface, the sputter coating may be renewed. If
the metallic indicator coating is located between pairs of
coating layers to detect when wear has reached the indicator
layer depth in the coating, then the coated substrate should be
taken out of service.

In an example of an embodiment of a substrate with a
barrier coating that had six alternating soft and hard layers,
when the coating is subjected to a sand erosion test in accor-
dance with ASTM D968-93, the coated substrate suffered a
haze change of not more than about 15%, using about 5 liters
of sand of mean size 800 microns.

In another example of an embodiment of a substrate with a
barrier coating that had six alternating soft and hard layers,
the coated substrate demonstrated resistance to abrasive wear
After exposure of the barrier coating to chemicals selected
from dc-icing fluid, jet fuel, methyl ethyl ketone, solvent
cleaner, alkaline cleaner, hydraulic fluid and detergent, the
coated substrate was tested in accordance with Taber Wear
Test ASTM D1044-99 for 100 cycles. This resulted in a
change in haze of not more than about 1%.

In another example of an embodiment of a substrate with a
barrier coating that had six alternating soft and hard layers,
when the barrier coating is subjected to a wiper abrasion
durability test in accordance with D6-82942-1; it suffers a
haze change of not more than about 1% after 155,000 cycles.

In another example of an embodiment of a substrate with a
barrier coating that had six alternating soft and hard layers,
when subjected to a three-point flex test in accordance with a
modified ASTM D-790, the substrate showed no cracking or
crazing after 500 cycles. Modifications to the ASTM test are
shown in the Flex Test example, here below.

EXAMPLES

The following examples reflect tests conducted to compare
some of the relevant physical properties of barrier-coated
stretched acrylic, stretched acrylic coated with siloxane only,
stretched acrylic coated with a hard plasma coating only,
uncoated stretched acrylic, and glass.

To conduct these comparative tests, stretched acrylic
samples of Group I were coated with a four micron thick
polysiloxane coating. Stretched acrylic substrates of Group 11
were coated with a hard plasma coating, and stretched acrylic
substrates of Group II were coated with a multi-layer that
included three pairs of coating layers.

Sand Erosion Test:

Samples of the coated substrates (Group 1, Group II &
Group I1I) along with bare glass and bare acrylic substrates
were tested to determine the effect of sand erosion on optical
haze. The tests were carried out in accordance with the pro-
cedure described in ASTM D968-93, “Standard Test methods
for Abrasion Resistance of Organic Coatings by Falling Abra-
sive”. The volume of sand used in each of these tests was five
liters. The sand used in these tests had a mean diameter of 800
microns. The increase in haze was used as the criterion for
measuring the severity of erosion. The results are summarized
in FIG. 3. The barrier-coated sample showed the least ero-
sion-damage. The resulting haze (15%) for this barrier-coated
sample was less than half of that for a glass sample (37%).
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Application of a hydrophobic coating on to sand abraded
surface tends to decrease the haze further for acrylic samples.
For example, haze decreased from 15% to 7% for the acrylic
sample with multilayer coating after a hydrophobic coating
was applied.

Taber Wear Test:

Samples were tested for wear in accordance with the pro-
cedure described in ASTM D-1044-90, “Standard Test
Method for Resistance of Transparent Plastics to Surface
Abrasion”. This test utilizes two CS-10F wheels that each
bears a load of 500 g. The samples are laid on a table and the
wheels abrade the substrate surface as the wheels rotate in a
circle over the sample surfaces. Increase in haze is used as the
criterion for measuring the severity of abrasion. In these tests,
the samples were run and wheel rotations were counted until
the haze had increased by 5% as a result of abrasion. The
results are shown in FIG. 4. The barrier-coated sample
showed excellent gains in wear resistance when compared to
a polysiloxane or other hard coating.

Wiper Abrasion Tests:

Coating durability tests were carried out on three groups of
acrylic coupons with (1) polysiloxane and (2) a hard coat and
(3) a multilayer coating in accordance with D6-82942-1,
“Hydrophobic Window Coating Test Protocol.” In these tests,
alinear motion test apparatus that includes segments of cock-
pit window wiper blade in a carriage was used with an auto-
mated drive system equipped with a linear counter. The wiper
blade assembly had a linear load of 0.5 1b/inch (8.937 g/mm)
and wiped back and forth on the coated sample. The surface of
the test sample was wet with water containing 400 mesh
silicon dioxide abrasive (equivalent to medium grade Arizona
road dust) to accelerate the wear of the coating. Coating
durability was evaluated by measuring the number of wiper
blade excursions necessary to cause a 1% change in haze of
the sample. The results are summarized in FIG. 5. While the
polysiloxane coating lasted only 13,000 cycles, the multi-
layer barrier-coated samples required 155.000 cycles to cause
1% haze change.

Flex Test:

A modified ASTM D-790 test protocol was used in con-
ducting the flex tests of coated samples. Samples of dimen-
sions 1"x2"x0.5" with coatings (Group [ & 1I) were subjected
to a three point bend test as shown in FIG. 6. Each sample 600
rested on supports 610 placed about 1 inch from each end of
the sample. A mass 650 applied a load P in the centers of the
samples 600. The hard coating side 620 faces downwards in
this figure. A thin film of 75 wt. % sulfuric acid in water was
applied to the coating 620 using a fiber glass filter and a
Kapton tape. The test samples 600 were subjected to a cyclic
load/temperature profile shown in FIG. 7. The temperature
was repeatedly cycled between —80° F. and 130° F. and held
constant at each of these the temperature limits for 10 min-
utes. As seen in FIG. 7, the samples started at 70° F. and were
cooled to -80° F. over a period of about 15 minutes. The
samples were then held at —80° F. for 10 minutes and reheated
to 130° F. over a period of about 20 minutes. The samples
were held at 130° F. for 10 minutes, then cooled to —80° F.
over about 20 minutes. The cycle then repeated between —80°
F.and 130° F. The load P was applied cyclically as well. L.oad
P was zero initially and increased P=3,600 psi when tempera-
ture reached -80° F. Load was maintained at this level, and
decreased to zero as the temperature increased and reached
70° F. Load increased from zero as the temperature decreased
from 130 and reached 3,600 psi at 70° F. This load was
maintained during the 10 minute dwell period at —-80° F. and
decreased in the next heating cycle, to reach zero at 70° F. The
tests were continued until the coating cracked or the surface
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exhibited crazing (whichever occurred first). The results
showed that while the polysiloxane coatings failed in 50
cycles, the multilayer barrier coatings showed no cracking or
crazing even after 500 cycles.

Chemical Exposure Test:

Samples of stretched acrylic substrates with polysiloxane
(Group 1) and multilayer barrier coatings (Group 1I) were
exposed to chemicals that are normally used in aircraft main-
tenance. The samples were exposed to each chemical for a
period of 24 hours (exception: exposure to MEK was for 4
hours) and then tested for adhesion (modified ASTM D 3330-
BSS 7225) type [ and I1I (dry and wet)) and % haze change
due to wear (ASTM D-1044-90). The samples with multi-
layer coatings exhibited no degradation in dry adhesion (as
indicated by adhesion index) as shown in FIG. 8 or wet
adhesion (as indicated by adhesion index) as shown in FIG. 9.

While at least one exemplary embodiment has been pre-
sented in the foregoing detailed description, it should be
appreciated that a vast number of variations exist. It should
also be appreciated that the exemplary embodiment or exem-
plary embodiments are only examples, and are not intended to
limit the scope, applicability, or configuration of the
described embodiments in any way. Rather, the foregoing
detailed description will provide those skilled in the art with
a convenient road map for implementing the exemplary
embodiment or exemplary embodiments. It should be under-
stood that various changes can be made in the function and
arrangement of elements without departing from the scope as
set forth in the appended claims and the legal equivalents
thereof.

What is claimed is:

1. A coated polymeric substrate comprising:

a polymeric substrate having a first surface;

a coating on the first surface, the coating comprising:

at least one pair of coating layers comprising a first
applied coating layer and a second applied coating
layer;

wherein the first and second applied coating layers have a

thickness between about 3 to about 10 nanometers and
the second applied coating layer comprising SiO,C,
where x ranges from 1.0 to 1.2 and y ranges from 1.0 to
0.8;

wherein the coating exhibits a Hall-Petch effect.

2. The substrate of claim 1, wherein the coating includes
more than one pair of coating layers, each pair comprising a
first applied coating layer and a second applied coating layer.

3. The substrate of claim 1, wherein the first applied coat-
ing layer is deposited by a plasma enhanced chemical vapor
deposition-applied coating layer or an electron beam depos-
ited coating layer, the second applied coating layer harder
than the first applied coating layer.

4. The substrate of claim 1, wherein the second applied
coating layer comprises a plasma enhanced chemical vapor
deposition-applied coating layer or an electron beam depos-
ited coating layer or ion assisted deposition layer, the second
applied coating layer harder than the first applied coating
layer.

5. The substrate of claim 1, wherein the polymeric sub-
strate body and the coating are both optically transparent in
light of a wavelength region of human vision.

6. The substrate of claim 1, wherein the coating on the first
surface of the polymeric substrate, when subjected to a wiper
abrasion durability test in accordance with D6-82942-1, suf-
fers a haze change of not more than about 1% after 155,000
cycles.

7. The substrate of claim 1, wherein the coating on the first
surface of the polymeric substrate, when subjected to a Taber

10

15

20

25

35

40

45

50

55

60

65

10
Wear Test in accordance with ASTM 1044-05, suffers a haze
change of not more than about 5% after 40,000 cycles.
8. The substrate of claim 1, wherein the coating on the first
surface of the polymeric substrate, when subjected to a sand
erosion test in accordance with ASTM D968-93, suffers a
haze change of not more than about 15%, using about 5 liters
of sand of mean size 800.
9. The substrate of claim 1, wherein the coating on the first
surface of the polymeric substrate, when subjected to a flex
test in accordance with ASTM D-790, showed no cracking or
crazing after 500 cycles.
10. The substrate of claim 1, wherein the polymeric sub-
strate body comprises an aircraft windshield.
11. The substrate of claim 1, wherein the polymeric sub-
strate body comprises acrylic or polycarbonate.
12. The substrate of claim 1, wherein the polymeric sub-
strate body comprises stretched acrylic.
13. The substrate of claim 1, further comprising an indica-
tor applied on top of or between coating layers, the indicator
providing indicia of wear of the coating.
14. The substrate of claim 13, wherein the indicator com-
prises a metallic coating layer or a hydrophobic coating layer.
15. A polymeric substrate comprising:
a polymeric substrate body configured in a size and shape
of an aircraft windshield, the polymeric substrate body
having a first surface corresponding to an outer surface
of the aircraft windshield;
a coating on the first surface, the coating comprising:
at least one pair of coating layers comprising a first
applied coating layer and a second applied coating
layer; and

an indicator applied on top of or between coating layers,
the indicator providing indicia of wear of the coating;

wherein the first and second applied coating layers have a
thickness between about 3 to about 10 nanometers and
the second applied coating layer comprises SiO,C;
where x ranges from 1.0 to 1.2 and y ranges from 1.0 to
0.8;

where the coating exhibits a Hall-Petch effect.

16. The polymeric substrate of claim 15, wherein more
than one pair of coating layers, each pair comprising a first
applied coating layer and a second applied coating layer.

17. The polymeric substrate of claim 15, wherein, after
exposure of the coating to chemicals selected from dc-icing
fluid, jet fuel, methyl ethyl ketone, solvent cleaner, alkaline
cleaner, hydraulic fluid, and detergent, testing in accordance
with a Taber Wear Test ASTM D-1044-99 for 100 cycles
results in a change in haze of not more than about 1%.

18. The substrate of claim 15, wherein the first applied
coating layer is deposited by a plasma enhanced chemical
vapor deposition-applied coating layer or an electron beam
deposited coating layer, the second applied coating layer
harder than the first applied coating layer.

19. The substrate of claim 15, wherein the second applied
coating layer comprises a plasma enhanced chemical vapor
deposition-applied coating layer or an electron beam depos-
ited coating layer or ion assisted deposition layer, the second
applied coating layer harder than the first applied coating
layer.

20. The substrate of claim 15, wherein the coating, when
subjected to a wiper abrasion durability test in accordance
with D6-82942-1, suffers a haze change of not more than
about 1% after 155,000 cycles.

21. The substrate of claim 15, wherein the coating, when
subjected to a sand erosion test in accordance with ASTM
D968-93, suffers a haze change of not more than about 15%,
using about 5 liters of sand of mean size 800 microns.
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22. The substrate of claim 15, wherein the coating on the
first surface of the polymeric substrate, when subjected to a
flex test in accordance with ASTM D-790, showed no crack-
ing or crazing after 500 cycles.
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